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RATED LIFE OF THE ANCHOR ASSEMBLY IS 333,000 CYCLES. SEE CALCULATION
NO. RSOGUHHDSCDXOTH—330—2001-0104.

ANCHOR BARS, HEX SLEEVE NUTS, JAM NUTS AND PINS (MK 8 & 9), ARE TO BE FORGED
IN ACCORDANCE WITH ASTM A668, CLASS K (100,000 PSI MIN TENSILE & 75,000 PSI
MIN YIELD) EXCEPT THAT THE TENSILE STRENGTH MAY NOT EXCEED 135,000 PSI AND
THE FORGINGS ARE TO BE IMPACT TESTED AT 0 DEGREES FAHRENHEIT PER THE METHODS
PRESCRIBED IN ASTM A765. THE MINIMUM ACCEPTED AVERAGE VALUE OF THREE
IMPACT TESTS IS 20 FOOT POUNDS AND THE MINIMUM FOR ANY ONE TEST IS 15
FOOT POUNDS. IN ACCORDANCE WITH SUPPLEMENTARY REQUIREMENTS S1 AND S14 OF
ASTM A668, THE SUPPLIER SHALL OBTAIN THE ENGINEERS APPROVAL FOR THE GRADE
OF STEEL AND THE FORGING PROCEDURE TO BE USED. CERTIFIED MATERIAL TEST
REPORTS ARE TO BE SUPPLIED WITH THE FORGINGS, INCLUDING ULTRASONIC
TESTING IN ACCORDANCE WITH ASTM A388.

PINS (MK 8 & 9) MAY OPTIONALLY BE AISI GRADE 4340 STEEL QUENCHED AND
TEMPERED TO PROVIDE A MINIMUM TENSILE STRENGTH OF 100,000 PSI AND A
MINIMUM YIELD OF 75,000 PSI. CERTIFIED MATERIAL TEST REPORTS ARE TO BE
SUPPLIED FOR EACH.

BRONZE BUSHINGS (MK 10) SHALL MEET THE REQUIREMENTS OF ASTM B22, COPPER
ALLOY UNS NO.CB6300. CERTIFIED TEST REPORTS ARE TO BE SUPPLIED

WITH THE BUSHING.

GUDGEON LINK MATERIAL (MK 8) SHALL COMPLY WITH ASTM A588 WITH A MIN. YIELD
STRENGTH OF 50,000 PSI. CERTIFIED MATERIAL TEST REPORTS ARE TO BE SUPPLIED.
BOLTING MATERIAL SHALL COMPLY WITH SAE GRADE 5.

ALL OTHER CARBON STEEL MATERIAL SHALL MEET THE REQUIREMENTS OF

ASTM A36.

LOCK WASHERS SHALL BE ANNEALED.

FABRICATION

NO FLAME CUT EDGES OR PUNCHED HOLES ARE PERMITTED.

GUDGEON PINS (MK 9) SHALL INITIALLY BE SHOP FINISHED 1/2" OVER THE DRAWING
DIAMETER AND A MINIMUM OF 2" OVER THE DRAWING LENGTH. BUSHINGS MK 10
SHALL BE ROUGH FINISHED TO AN 8 3/4" INSIDE DIAMETER WITH 5/16" DEEP
GREASE GROOVES. FINAL BUSHING INSIDE DIAMETER WILL BE PER FIELD ALIGNMENT
BORING BY USACE & THE GUDGEON PIN WILL BE FINISHED ACCORDINGLY. GUDGEON
PINS WILL BE FINISHED TO FINAL DIMENSIONS PROVIDED BY USACE FOLLOWING
FIELD ALIGNMENT BORING.

SHOP BORE 4 3/4"¢ PIN HOLES IN MK—1. FINAL 4.875"¢ WILL BE ATTAINED BY
FIELD ALIGNMENT BORING OF THE PINHOLE.

FINISH GUDGEON PINS MK 9 & BUSHING MK 10 TO AVERAGE ROUGHNESS OF 32 u IN.
FINISH LINK PINS MK B8 TO 83 u IN. & COLLARS & ADJUSTING RINGS TO 125 p IN.
THREAD ALLOWANCES AND TOLERANCES FOR THE NON STANDARD RECTANGULAR SHAPE
POWER SCREW THREADS ARE IDENTICAL TO THOSE FOR A CENTRALIZING SINGLE
START ACME 5 INCH DIAMETER SCREW THREAD, CLASS 4C FIT WITH MAJOR DIAMETER
CENTRALIZING CONTROL.

ALL PARTS EXCEPT FOR PINS, PINHOLES, THREADS, BUSHING MK 10, & BOLTS

MK—14 ARE TO BE SOLVENT CLEANED AND PAINTED WITH AMERLOCK 400 WITH

5-7 MIL DFT OR EQUIVALENT. PINCAP IS TO BE PAINTED. APPLY WATER SOLUBLE
ANTI-SEIZE TO THREADS.

ANCHOR BARS A AND B ARE TO BE SHOP ASSEMBLED AND THE ADJUSTING SLEEVE
NUT MK—4 FILLED WITH ANTI-SEIZE. REMOVE PLUGS WHILE FILLING & THEN
REPLACE AFTER ADJUSTING LENGTH. THE JAM NUTS SHOULD NOT BE TIGHTENED

BUT THE ANCHORS SHOULD BE ADJUSTED TO NORMAL LENGTH. FOR ANCHOR

B ONLY, THE END WITH MK 1 (LARGER THREAD) IS TO BE TAGGED AS

"ANCHOR END".

THE GUDGEON LINKS MK 6 ARE TO BE SHOP ASSEMBLED WITH ANCHOR A USING THE
TURNED BOLTS MK 14. TORQUE THE BOLTS TO 775 FOOT POUNDS.

FREEZE THE BRONZE BUSHING MK 10 IN DRY ICE (NO LIQUID NITROGEN) AND
INSTALL IT IN THE LARGE PIN HOLE IN ANCHOR A AND THE GUDGEON LINK

ASSEMBLY TO A CLASS FN 2 FIT. ALLOW THE BUSHING TO WARM UP BEFORE
DRILLING THE HOLES FOR THE EIGHT 5/8" x 1" DOWELS. NOTE THE BUSHING HAS
A TOPSIDE FOR ASSEMBLY, WHICH SHOULD BE FLUSH WITH THE TOP FACE OF MK 6.
TOLERANCE FOR STRAIGHTNESS AND FLATNESS IS 0.015" FOR MK 1, 2, 3 & 6.
TOLERANCE IS §" FOR ALL OTHER DIMENSIONS EXCEPT AS NOTED.

MAGNETIC PARTICLE TEST THREADS, PINHOLES, AND WELDS AFTER MACHINING

AND FABRICATION PER ASTM A275.

LOAD PINS ARE CALIBRATED FOR LOADS VARYING FROM 375 KIPS TENSION TO 120
KIPS COMPRESSION. FOR DETAILS OF ELECTRICAL RECEPTACLES, GROOVES &
CALIBRATION DATA SEE TVA PURCHASE REQUISITION 13224.

ONE OR MORE OF THE PIPE PLUGS SHOULD BE REMOVED FROM THE HEX SLEEVE
NUT PRIOR TO ADJUSTING THE ANCHOR LENGTH AND THEN REPLACED FOLLOWING
THE COMPLETION OF ADJUSTMENT.

ONE COMPLETE ROTATION (380%) OF THE SLEEVE NUT WILL CHANGE THE ROD
LENGTH BY ¥ INCH. TOTAL ADJUSTMENT IS *2" WHEN UNPINNED.

THE §" VERTICAL TOLERANCE ON THE ELEVATION OF THE GUDGEON LINKS IS
REQUIRED TO ASSURE THE BUSHING IS LUBRICATED.

AFTER SETTING THE ANCHOR RODS & PINS & WITH THE GATE MITERED & CHAMBER
FULL OF WATER, ADJUST THE HEX SLEEVE NUTS IN A TIGHTENING DIRECTION JUST
ENOUGH TO TAKE UP THE SLACK IN THE THREADS AND PIN HOLES.

AFTER INSTALLING THE NEW ANCHOR BARS, THE LOCK CHAMBER WATER LEVEL
SHOULD THEN BE EQUALIZED WITH THE TAILWATER. VERIFY THAT THE QUOIN GAP
(WITHIN 12" OF THE TOP OF THE QUOIN) IS GREATER THAN ZERO AND NOT MORE
THAN 0.015". IF THIS CRITERIA IS NOT MET THE ANCHOR MUST BE READJUSTED.
AFTER THE SLEEVES HAVE BEEN ADJUSTED, THE JAM NUTS CAN THEN BE SNUGGED
UP. THESE ADJUSTMENTS ARE TO BE DONE WITH THE CHAMBER FULL OF WATER.
AFTER ALL THE JAM NUTS HAVE BEEN SNUGGED, THEY SHOULD EACH BE TORQUED
TO A MINIMUM OF 500 FOOT POUNDS AND A MAXIMUM OF 1,000 FOOT

POUNDS (DO NOT EXCEED!). AFTER THE TORQUEING IS COMPLETE, BEND THE

LOCK WASHER BACK OVER THE HEX SLEEVE NUTS TO LOCK THEM IN PLACE.
REPLACE MK-18 WITH PLUG AFTER INSTALLATION.

R | | | | | | | I I I

[RLT

[kek TFvs TRAJ TRAJ | RAJ ] RRH | I

[D

RO
ORIGINAL ISSUE
REV.

DISCIALDE
INTERFACE.

e o [ [om [on [ [ ]

= o
[ e [ wee]s

.

SCALE: 3/4" = 1'-0"

EXCEPT AS NOTED [

LOCK

LOWER LOCK GATE
REVISED GUDGEON ANCHOR
RODS AND PINS

DESICNED BY:

RL_INMAN

DRAWN BY:

KG KEEBLE

cHeCKED B: REVIEWED BY: APPROVED BY: 133080 BV

FY SUN RA JAMES RA JAMES | RA JAMES |RR HOESLY

GUNTERSVILLE HYDRO PLANT
TENNESSEE VALLEY AUTHORITY

FOSSIL AND HYDRO ENGINEERING

s [u] 64W242—1 R 0

AUTOCAD R14 |

2

TASK COMPLETED BY:

REV NO.

PLOT FACTOR: C.A.D. DRAWING

DO NOT ALTER MANUALLY




